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FIELD OF THE INVENTION 

The instant invention relates to a novel process for the 
continuous manufacture of sausages, to a machine for carrying 
out said process and to the product thus obtained. 

The process and machine of the instant invention may be 
used for manufacturing and packaging different varieties of 
sausages in the market, and in a preferred embodiment, the 
process and machine of the invention is used for manufacturing 
the known German sausages or of the frankfurter type. 
BACKGROUND OF THE INVENTION 
Prior Art 

At present, it is known that stuffed food, particularly 
sausages, are stuffed into a tripe or synthetic material 
(plastics) tube which then have to be "peeled" in order that 

the sausage may be packed. 

Known processes are comparatively expensive and time 
consuming, since they require steps that are deleted by the use 
of the method of the invention . In fact, summarizing the 
present operation, the food material is stuffed into a very 
long synthetic tripe compacted into a cartridge and, once 
stuffed with paste, it is twisted in pre-determined regions to 
form a string of independent sausages, of a determined length, 
which are hung in cooking conveyors. After this operation, 
sausages are let to cool in order to subject them to the action 
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of the peeling machines. I.e., the plastic sheath or casing 
(tripe) is removed for the final vacuum packaging thereof. 

Known processes for manufacturing skinless stuffed food 
materials require four machines, namely: a) stuffer; b) twister 
and cooler; c) peeler and d) packager. Between the twisting and 
peeling steps, stuff such as sausages, large sausages, etc. are 
cooked. After cooking, the product is passed to the cooler and 
peeler, then conveyed to the packaging machine. Once packaging 
is ready, sausages are passed to the delivery section. 

Due to the features of the known manufacturing process, a 
loss of about 8% in raw material is produced. 

This conventional manufacturing line requires a minimum 
space of twelve meters long for the five processes mentioned, 
which results in an important investment in building and 
machinery. 

Further, another disadvantage of traditional methods is 
the impossibility of obtaining absolute vacuum, due to the 
presence of a small amount of air contacting the product, which 
makes it perishable in a short time due to pollution reasons. 

Technology has developed new packaging processes, but 
these improvements took place for packaging products in the 
form of granules, powder or liquids, wherein the quality 
control of the product to be packed is controlled by a 
dispenser device, and pressure exerted on a product to shape 
the package is not required. 
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Further, these processes are not continuous, but are of 
intermittent sequence. Therefore, their production capacity is 
seriously limited as compared to a continuous process. 

In the specific case of German type sausages packaging, 
the possibility of a continuous process is difficult due to the 
cooking step, as well as due to the fact that the sausage paste 
takes the shape of the package, which requires certain pressure 
in the packaging step. This pressure is what determines that 
the cross section of the package be rendered uniform and, 
consequently, the product weight constant. 

Also, another disadvantage in the continuous process is 
the requirement that the package forming the sausage is the 
final package directed to consumers in order to avoid pollution 
of the product, in case such product after being shaped and 
cooked is introduced into a final package. 

US Patent No. 5,063,239 discloses a process and apparatus 
for manufacturing German type sausages, which describes 
producing the sausage directly into the final package, which 
then allows cooking the sausage paste thus packaged. 

However, although the mentioned process affords an 
improvement over the known process, this process is of 
intermittent sequence and requires synchronism between feeding 
of the portions forming the sausage and the transversal closure 
means of the package. Since said patent does not show the 
machine for producing said sausage paste portions of a pre- 



determined size, it does not specify the way in which operation 
control is carried out to attain synchronism of the package 
cross closure means, we may consider this process inapplicable. 

In fact, from the reading of the mentioned patent and 
drawings, it may be seen that feeding tubes 1 extend between 
peripheral channels of cylinders 14 and 15 up to the outlet 
port close to the molding means, comprised by rollers 4 and 5 
which have elements transversely pressing the tubular packing 
portions without sausage paste. The specification of US patent 
No. 5, 053,239, also does not explain the way in which small 
portions of sausage paste are passed through a feeding tube or 
the means used in order that each sausage portion maintains a 
constant space with the respect to the following one. Further, 
for the transversal sealing of the film, the process requires 
that such region be free of sausage paste, this being an 
outstanding difference with the method of the instant 
invention. 

Also known is the system provided by Argentine Patent No. 
228,903, which comprises a discontinuous feeding system. This 
systems operates by feeding molding cavities between sheets 
which are longitudinally welded, but the cavities of which are 
communicated by minor channels, producing a zigzag travel 
between sheets, then the regions into which channels are 
included are sealed. 



Several trials have demonstrated that it is very difficult 
to obtain proper operation of this process, since paste 
pressures and differences in passage sections, as well as the 
zigzag arrangement produce at least an effect braking 
displacement, which at least reduces production to non 
profitable limits . 
SUMMARY OF THE INVENTION 

The process and machine of the instant invention afford 
the production of stuffs in general, particular of sausages, in 
a continuous way, using a single container which may be molded 
with the product pressure; the filled container having a cross 
section and a longitudinal measure of the container. 

In the particular case of packaging German kind sausages, 
sausage packaging is attained without the use of synthetic 
tripe for shaping the sausage. This feature notably reduces the 
high cost of the conventional method, since said tripe should 
have a high amount of requirements for shaping uniform skin 
sausages, without wrinkles. Therefore, the cost is highly 
increased by the technology involved in manufacture. 

The sausage is packed into the final package and then is 
subjected to cooking, which warrants non pollution of the 
product during the production process, and steps of tripe 
shaping and further peeling are prevented. 

The pressure under which sausage paste is packed prevents 
any possibility of air within the package. 



Further, the process and machine of the instant invention 
has important economic advantages, such as reduction of the 
costs of raw material required for manufacturing by the 
elimination of synthetic tripe, which is unavoidable in the 
conventional process; reduction of handling operations, since 
the sausage manufactured with the instant process and machine, 
as will be seen below, passes to cooking and then, directly, to 
delivery; reduction of 8% losses produced in the conventional 
process, these losses being almost completely eliminated; an 
important increase in production yield, since the machine of 
the invention, operating at a„ minimum speed, affords four times 
the production of conventional plants. At a higher speed, 
production could be increased eight times without difficulties. 
Further, the decreased surface of the production plant is also 
important, since the invention is comprised by a single machine 
of reduced size (2 meters), as compared to known machines 
requiring 12 meters. A further feature is a higher production 
speed as compared to conventional machines. 

The continuous process for continuous manufacturing of 
sausages of the instant invention, is comprised by the 
following steps: 

. continuous feeding of a pair of sheets, one above and 
the other below tubes feeding the paste forming the product to 
be packaged, continuously forming at the upper sheet individual 
molds for the product to be packed; 



• simultaneously forming at the lower sheet, individual 
molds corresponding to the molds of the upper sheet, but 
connected one to the other by cavities narrower than those of 
said individual molds, the size of which allows the housing of 
feeding tubes; 

. tensioning the sheets at least at the sealing regions 
between them; 

. longitudinally sealing the sheets on both sides of said 
individual molds; 

. advancing said individual molds thus formed beyond the 
outlet of said feeding tubes, closing under pressure the 
narrowest cavity at the front region of the mold; 

. filling the product to be packed under proper pressure, 
in a continuous way, along with the container of sheets shaped 
by the molds; 

. pressure closing the narrowest cavity at the rear 
portion of the individual mold thus filled in, closing in turn 
the front part of the following mold, and 

heat sealing the narrowest cavities closed under 

pressure . 

Further, the machine for carrying out the process of the 
invention constitutes an additional object of the invention. 
The machine comprises a pair of rollers, contacting in a 
parallel and tangential manner, driving corresponding 
thermoplastic sheet materials, one of said rollers having means 
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for shaping half of the individual molds of the product to be 
packed, while the other roller is also provided with means for 
shaping half of the individual molds for the product to be 
packed, said other halves being provided with means 
communicating one with the other; a device for feeding the 
product to be packed having a plurality of feeding means 
extending between said sheet materials, through the 
communication means of said other roller. Both rollers are 
provided with means for sealing planar joints of said sheet 
materials, means for cooling said planar joints at the outlet 
of said rollers and means for pressing and sealing the 
transversal joints of said individual molds thus formed. At the 
outlet end of the machine, following said pressing and sealing 
means, there are means for cutting excess sheet material from 
the packed product and means for wrapping said excess sheet 
material ♦ 

According to a feature of the invention, means forming 
half of the individual molds of the product to be packed at 
each roller, comprise channeled surfaces formed as per 
cylindrical modular envelope portions, fixedly removable 
engaged to said rollers. 

Further features of the object of the invention will be 
described hereinbelow. 

BRIEF DESCRIPTION OF THE DRAWINGS 



Taking into account the above mentioned objects, and 
related ones, the invention will be described on the basis of 
construction and parts combination details, as disclosed in the 
following preferred embodiment of the invention, taking in 
connection with the accompanying drawings, in which: 

Figure 1 is a schematic longitudinal section of the 
machine of the invention, showing the process sequence, 
illustrating its general constitution and arrangement of the 
forming elements. 

Figure 2 is a plan view of the machine showing the feeding 
and shaping upper rollers of the sheet material and conveying 
chains with welding cross members, the first portion being 
shown in a partial section. 

Figure 3 is a perspective view of both shaping rollers, 
seen from the feeder of the product to be packed. 

Figure 3 A is a perspective schematic view showing an 
embodiment comprised by modular envelope sections for the 
channeled surface forming such rollers. 

Figure 3 B is a perspective view similar to that of figure 
3 A showing said assembled sections for obtaining longer 
sausages . 

Figure 4 is a partial cross section of a front elevation 
of shaping rollers and feeding tubes arrangement. 
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Figure 5 is a partial cross section of the contact of both 
shaping rollers when the corresponding channeled surfaces 
coincide . 

Figure 6 is a cross section similar to that of figure 5, 
showing coincidence between the cylindrical portions of both 
shaping rollers and the passage of the feeding tube. 

Figure 7 is a perspective view of the transversal 
mechanism for tensioning the shaped sheet material. 

Figure 8 is a cross section of the upper and lower sheet 
material, after being shaped, separated one from the other. 

Figure 9 shows an already shaped sheet material, filling 
thereof with the material to be packed and closure of the front 
end of the corresponding molds. 

Figure 10 is a partial cross section of the finished 
package, containing the product. 

Figure 11 is a detailed view of the machine showing one of 
the two jaw sets forming the device for tensioning the sheets 
at the welding region. 

Figure 12 is a perspective front view of a tensioning 
device comprised by clamps wherein relative movement between 
jaws cause tensioning of the sheets before sealing; and 

Figure 13 is a partial cross section of one of said clamps 
of the tensioning device. 

In the figures, the same reference symbols indicate the 
same or corresponding parts. 
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DETAILED DESCRIPTION OF THE PREFERRED EMBODIMENT. 

A substantially hollow head 10 wherein six nozzles 12 are 
provided, from which six tubes 11 project for distributing the 
product to be packed comprise the machine of the invention. 
Said head 10 is mounted on a cross member 13 rigidly connected 
to frame 14 of the machine, which comprises a pair of side 
brackets 15 between which a pair of shaping rollers, an upper 
roller 16 and a lower roller 17, are mounted. The upper shaping 
roller 16 at the cylindrical surface is provided with a 
plurality of channels 18, which being six, extend about six 
circumferences of the upper shaping roller 16 and are spaced by 
regions 19. Six channel 18 circumferences are provided on said 
upper shaper roller 16, matching with the distribution nozzles 
12 in number. 

Under the upper shaping roller 16 there is a second lower 
shaping roller 17, having the same features as the upper 
roller, i.e., having channels 20, which being six, extend about 
six circumferences of said roller 17 and are spaced by 
cylindrical regions 21, which in turn have corresponding 
channels 22 equal in depth to channels 20, which serve to 
housing distribution nozzles 12, as explained below. Both 
shaping rollers 16 and 17 have a tangential contact along their 
cylindrical surfaces, which are in front of nozzles 12 and 
distribution tubes 11, and are synchronized in order that 
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corresponding regions 19 and 21 match during rotation of said 

rollers 16 and 17. 

Cylindrical surfaces of rollers 16 and 17 are formed by 
various portions of modular envelopes which, as a whole, have a 
development equal to the corresponding cylindrical surface, 
which are designated with reference numeral 16' in figures 3 A 
and 3 B. In said figures, only the upper shaping roller 16 is 
shown, and the description hereinbelow refers thereto. 
Nevertheless, this description also serves for the lower 
shaping roller 17. 

Channels 18 are formed in each modular envelope portion 
16', being located as described. The particular feature is that 
at each circumference portion there are provided, separated by 
a single section 19, a larger channel region 18a and a smaller 
channel region 18b, having a blind end and the other end open 
towards the opposite straight edges of the envelope sector 16'. 

As shown in figures 3 A and 3 B, the arrangement allows 
two mounting positions for obtaining two different lengths of 
sausages . 

Between the distribution head 10 and the upper shaping 
roller 16, there is a shaft 23, parallel to the shaft of said 
roller 16 and close to the path of tubes 11, mounted on one of 
the side brackets 15 of the machine frame, such that it is 
resiliently collapsible with respect of the surface of roller 
16. Said shaft 23 has a series of six rollers 24, rotating 
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therewith, the width and arrangement of which coincide with 
channels 18 of the upper shaping roller 16 and are housed 
therein, due to the resilient pressure of carrying shaft 23. 
Rollers 24 have a recess 25 the length and depth of which 
coincide with the cylindrical regions 19 of roller 16. 

Between the distribution shaft 10 and the lower shaping 
roller 17 there is a shaft 26 parallel to the shaft of said 
roller 17 and close to the path of tubes 11, also mounted on 
one of the side brackets 15 of the machine frame. Said shaft 2 6 
has, for rotating thereon, six narrow rollers 27, the width and 
arrangement thereof, matches with channels 20 of roller 17 and 
channels 22 of cylindrical portions 21. 

The first portion of the machine is completed with two 
sheet plastic material feeding rollers for packaging the 
product; an upper roller 28 and a lower roller 29. Between the 
upper feeding roller 28 and the upper shaping roller 16 there 
is a tensioning-guiding roller 30 and between the lower feeding 
roller 29 and the lower shaping roller 17 there is a 
tensioning-guiding roller 31. 

Both shaping rollers, upper roller 16 and lower roller 17, 
have at their ends, at both sides of the channeled surfaces, 
teeth rows 32, and 33, respectively, for maintaining plastic 
sheets 34 of the upper feeding roller 28 and sheet 35 of lower 
feeding roller 29 tensioned. 
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As shown in figures 1 and 2, tubes 11 made of flexible 
material pass between the two shaping rollers 16 and 17, such 
that they are housed in channels 22 of cylindrical portions 21 
of the shaping roller 17. 

Before entering and passing through shaping rollers 16 and 
17, tubes 11 pass through a housing 36, which is connected to a 
forced air source (not shown), which will be described below. 

It is important to note that the upper shaping roller 16 
is heated, such that its temperature allows softening and 
deformation of the upper sheet 34, within channels 18, by the 
action of rollers 24, such that in said sheet part of the 
package is pre-formed or molded, before filling thereof. The 
same happens with shaping roller 17, sheet 35 and channels 20, 
except in that at the ends of mold 50 forming the body of the 
product to be packed, narrower passages are formed, the size of 
which correspond to that of tubes 11 and channels 22. 

On the other side of shaping rollers 16 and 17, at the 
outlet of sheet material 35 and 34, there is a roller 37 for 
pressing longitudinal joints 52 of sheets 34 and 35, parallel 
to the shaping roller 16, at the side of molds 50 formed by 
rollers 16 and 17, the width of which is equal to the space 
between channels 18 of roller 16. 

Parallel to the shaping roller 17 and beneath pressing 
roller 37, there is a cooling roller 38 on which sheets 34 and 
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35, already shaped, bear to obtain cooling of longitudinal 
joints 52. 

At both sides of the path or travel of sheets 34 and 35, 
already joined by welding of longitudinal joints 52, between 
molds 50, shaped in channels 20 and 22, i.e., forward pressing 
roller 37 and cooling roller 38, there is a pair of mechanisms 
39 effecting transversal tension with respect to sheets 34 and 
35. Said mechanisms 39, shown in figure 2 and in figure 7 in 
more detail, are comprised by a lower fixed roller 40 mounted 
with free rotation on a support 41, such that roller 4 0 be 
outwardly inclined in an angle and in the direction of 
advancement of sheets 34 and 35. 

Matching with roller 40 and thereabove, there is a 
pressing roller 42 which holds sheets 34 and 35, this pressing 
roller 42 presses, by a traction spring 43, said sheets 34 and 
35 in order to maintain them in a tensioned position, 
transversally and outwardly from their advance path. 

The machine continues in a closure and cooling table, 
comprising a pair of conveying chains 44 and 45, having 
therebetween welding and pressing cross members 60 and 60', 
which have pressing and welding elements 61, 61' made of an 
electrically conductive material for increasing the temperature 
while receiving electric power. 

Lower 44 and upper 45 conveyor chains are overlapped, such 
that the lower portion of the upper chain 45 overlaps the upper 
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portion of lower chain 44. At a certain distance from the inlet 
of sheet material 34-35 to said conveying chains 44-45, cross 
members 60 and 60 'contact a plate 47 connected to an electrical 
source (not shown), thus producing heating of cross member 46- 
46' during the path over which this is in contact with plate 
47. 

Figures 1 and 2 show a side arrangement for plate 47 and, 
therein, the ends of cross members 60 and 60' contact. Also, 
said plate may have a transversal location with respect to the 
forward direction of sheet material 34-35 and, thus, parallel 
to cross members 60 and 60"; to this end, each cross member has 
upper contacts 62, as shown in figure 12. 

Pressing cross members 60 and 60' are provided at the ends 
with means for tensioning the sheets before sealing them, thus 
avoiding problems derived from imperfections or wrinkles which 
may be formed on said sheets during operation, thus assuring 
perfect adherence without folds. Thus, at the ends of each 
cross member 60 of lower conveying chains 44 there are 
corresponding free rotating toothed wheels 63, while at the 
ends of each cross member 60' corresponding to the upper 
conveying chains 45 there are mounted toothed jaws 64. Each jaw 
64 pivots on one end around a shaft 65 and is tensioned by a 
spring 66. 

When cross members 60 and 60' are overlapped as shown in 
figures 12 and 13, the toothed surface of each jaw 64 of the 
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upper cross member 60" is pressed, by the action of spring 66, 
against the corresponding toothed wheel 63 of the lower cross 
member 60. 

Tensioning means act on side edges of sheets 34 and 35 
and, in order to allow them to act free without affecting the 
container 50, the region molded and sealed of the sheets is far 
from said sides thereof, thus forming corresponding side strips 
51 of excess material. 

At the discharge end of the machine there are means for 
cutting and wrapping said strips 51 of excess material. These 
means comprises a pair of circular knives 70 mounted in a 
transversal eye 71 acted by an electrical engine 72 through a 
proper transmission 73. Strips 51 of sheet material are guided 
by rollers 74 to corresponding coils 75 that are mounted on a 
drive shaft 75 provided with a clutch (not shown) . 

As an example not limiting the scope of the invention, 
operation of the machine will be explained below, since the 
method is explained per se. 

The paste for sausages is introduced under pressure 
through head 10 and through nozzles 12 to tubes 11, and in turn 
shaping rollers 16 and 17 are rotated by means of proper 
mechanisms; therefore sheet 34 is fed to roller 16. Due to the 
heat received from said roller 16, sheet 34 softens and is so 
deformed and molded with the shape of channels 18, by effect of 
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rollers 24, the shape of mold 50 being then maintained in said 
channels 18 by hot air blown from housing 36. 

Simultaneously, at the shaping roller 17, the sheet 35 is 
deformed at channels 20 through the effect of narrow rollers 27 
providing a molded cavity 53 in said sheet 35 matching with 
molds 50 formed in sheet 34, but which at both ends of molded 
cavity 53, form a smaller cavity 54, determined by channels 22 
of cylindrical portions 21. 

Consequently, at the outlet of shaping rollers 16 and 17 
and around tubes 11, a receptacle 48 for housing the sausage 
paste has been formed between mold 50 of the upper sheet 34 and 

X 

the molded cavity 53 of lower sheet 35. Rollers 37 and 38 
determine welding of the longitudinal joints 52 of said 
receptacles 18. Sheets 34 and 35, being connected at the sides 
by rows of teeth 32 and 33 of corresponding rollers 16 and 17, 
maintain the transversal tension and allow their deformation by 
means of rollers 24 and 27, by virtue of the above described 
tensioning system, constituted by mounting of sheets on the 
side jaws 63-64 (figures 12 and 13) . 

After sheets 34 and 35 exit, with receptacles 48 shaped, 
collapsing of the smaller cavity 54 formed by rollers 27 on 
sheet 35 is produced, and simultaneously filling of receptacles 
48 with sausage paste is carried out. Since the smaller cavity 
54 is closed, paste is subjected to the required pressure 
within receptacle 48. Collapsing of the smaller cavity 54 is 



19 



produced by abutment of cross members 60 and 60' of 
corresponding conveying chains 44 and 45. 

When receptacle 48 is filled with paste and under the 
required pressure, said receptacle 48 has advanced within 
conveying chains 44-45, therefore collapsing of the smaller 
cavity 54 of the lower portion of receptacle 4 8 is produced, 
and filling of the next receptacle 48 begins. 

During advance of receptacle 48, with smaller front and 
rear cavities closed by cross members 60, 60", these contact 
electrical conductive plate 47, producing an increase in the 
temperature of corresponding elements 61-61', thus producing 
welding of sheets 34 and 35, in said smaller cavities 54, thus 

forming the sausage. 

It is to be noted that collapsing of smaller cavities 54 
by cross members 60-60' is produced such that the paste is 
housed therein displaces from the center to both sides, for 
producing afterwards heat sealing of said smaller cavities 54. 

The packed sausages advance to the outlet end of the 
machine, wherein the means for cutting and wrapping excess side 
strips 51' of the package 50 formed by sheets 34 and 35 are 
located. 
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CLAIMS: / 

y.Process for the continuous manufacture of sausages, 
comprising the following steps: 

. continuous feeding of a pair of sheets, one above and 
the other below tubes feeding the paste forming the product to 
be packaged, 

. continuously forming at the upper sheet individual molds 
for the product to be packed; 

. simultaneously forming at the lower sheet, individual 
molds corresponding to the molds of the upper sheet, but 
connected one to the other by cavities narrower than those of 
said individual molds, the size of which allows the housing of 
feeding tubes; 

. tensioning the sheets at least at the sealing regions 
between them; 

. longitudinally sealing the sheets on both sides of said 

individual molds; 

advancing said individual molds thus formed beyond the 
outlet of said feeding tubes, closing under pressure the 
narrowest cavity at the front region of the mold; 

. filling the product to be packed under proper pressure, 
in a continuous way, along with the container of sheets shaped 
by the molds; 
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pressure closing the narrowest cavity at the rear 
portion of the individual mold thus filled in, closing in turn 
the front part of the following mold, and 

heat sealing the narrowest cavities closed under 
pressure . 

2 •Machine for carrying out the process of claim 1, 
comprising a pair of rollers, which contact in a parallel and 
tangential manner, driving corresponding thermoplastic sheet 
materials, one of said rollers having means for shaping half of 
the individual molds of the product to be packed, while the 
other roller is also provided with means for shaping half of 
the individual molds for the product to be packed, said other 
halves being provided with means communicating one with the 
other; a device for feeding the product to be packed having a 
plurality of feeding means extending between said sheet 
materials, through the communication means of said other 
roller, both rollers being provided with means for sealing 
planar joints of said sheet materials, means for cooling said 
planar joints at the outlet of said rollers and means for 
pressing and sealing the transversal joints of said individual 
molds thus formed; at the outlet end of the machine, following 
said pressing and sealing means, there being means for cutting 
excess sheet material from the packed product and means for 
wrapping said excess sheet material . 
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3. Machine as claimed in claim 2, wherein the means forming 
half of the individual molds of the product to be packed, of 
each roller, comprise channeled surfaces, which are shaped in 
sections of modular cylindrical envelope, and removable fixed 
to the corresponding rollers. 
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ABSTRACT OF THE DISCLOSURE 
Process and machine for the continuous manufacture of 
sausages, wherein a pair of thermoplastic sheets is 
continuously fed, one sheet above and the other below tubes for 
feeding the paste forming the sausages to be packed; 
simultaneously and continuously, in such sheets are formed, by 
the action of corresponding heated shaping rollers, 
corresponding individual molds, said molds of both sheets being 
capable of being faced in a matching fashion, and the molds of 
the lower sheet being connected by narrower cavities the size 
of which allows housing of the feeding tubes; then sheets are 
tensioned in at least the sealing portions thereof; and said 
sheets are longitudinally sealed at both sides of said 
individual molds; the individual molds thus formed being 
advanced beyond the outlet of said feeding tubes, up to the 
position of the sealing means closing under pressure the 
narrowest cavity of the front portion of the mold; then the 
product to be packed is filled under proper pressure, in a 
continuous way, and the narrowest cavity of the rear part of 
the individual mold thus filled in is closed under pressure, in 
turn closing the front portion of the following mold, and 
sealing by heat the narrowest cavities previously closed under 
pressure * 
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oilflktel, fir* and ttt* inwmts* <t( only Wi© name * listed at 20) t*tow). w a first aflti joint towMw (if pfc^j Irtvanwrs are named Delow at Z01-2C1 oc on additional shaets «tt*;Ud h*r$W 
erf thy aubjed maife/ tflxcft ;a rtatawj «rrf for «Wilth patent £ 60£/ghf oft Ite lro*ntksn «rmil*H!: 

PROCESS POR THE CONTINUOUS MANUFACTURE OF SAUSAGES 



mhith is deraerfcedj and claimed lr\; 



Kl the tttact*d ttfAitflfcitiiOrt 



f&jd 



n Kn* in1«rns«tortai Application *"v _ 



1il6d. 



} IWdljy wlrKtf rhdl I hiivti ftjvrtwwd and undomtund fhtt carrtanlu of tha abova*td«nti(u»d aptfclfitittliOrtS, WLlbdmQ lht» «t&inw, ttS BflWWfcjd by arty tolWr>dttietU furred to aOtfvd. 

i ocknovytedQs We duty to disclose ifitor^rtort uhirt & mmert&f id psifcntiiWlHy an denned In Title 37, Code ol Fecial He^ufatlotU, $15fl 

I h»/#Dv claim tor* flft prtortty t>a<«m4 utv*f T*te :s. Wiitad Stette Codt». $119 |»)*{d) ef any tortlgn apptto*lto«{9| tor p*lant <*■ KUMntOft certHfcate listed below haw alw HtentHled t*lw 
any (Cfelgn oppiidton tor patent at irw«nk>r*s onrlilicm*: h-wng » filing date tafore that oi 1ho Application on which priority is elmmod: 



P<wr Foreign ApptjcaHoffje} 



JWfty Claimed 



(Number) 



*0 

s 



(Cflumrvr 



twumper) 
Ap6lUwto4 Wo. _ 



(Country) (Day/Worrth/Yoof PlteriJ 

t^Mit uade/ Title K, United SUrtea C«d. §Hd(«) a* United Ssates prwita'nrwl •ppp(lfiWion(!0 lla5flCl 

Riino O'ate ... Application No. — . 



Ui 



Ye* 

n 

Vfas 



□ 

wo 

No 



No 



r 



1ft 



( Hw«fry cierfn (iie (jeneU unddf Tl«6 3S b UiiHi»d CM*. 5^ of ««y Unit** 6»ms ap&ik^iwvt^ ll*t«^ and. tonofcr as th» nwttm a* «»uch a* ihu claims at Uite Apf«to^b« 
«t fid <tiwfettd io lt»e pfior United State* AMVeal»n In the mirviW prwid«d by !ht» fintt patt^fcph ^ Sfiw Uni!»d Sfeltift Cods. §H2 t I ttetcnuwldiiad M» duly to dhsotoftft tntomvatUW whteft 
l* trtofWMf to patent aiwlltv rw daf Inod In Tn^d 37. Cade of Fta*rti fl6gulattof4, (1 66 mftteh b***rttfc flwaii*b!6 bciw&un ih* tiling da»a dt ihe |«bf dtppikatltin and the natfortdl of PCT iwerftfitjorwl 
ruirt^ dais of Oits YH^cKtt/inj 



(fHlfrtg Dale} 



(AppiJc^cn Sftrifli Ka> (fllfrtg Dmo) (Status; patented, fwrtdlng, abandonoa) 

OF ATTORMEV: As a named inventor. I hamby appolnl Ihe iattcm\o$ attornsyji ^^teti-allgft No.) to prcm&cute this appiication receive and 
act on instruction* wwn my agam. »ntJ transact all business m tho Paiont and Trademark Office connected therewith. haWEV B. JACQesow jr 

(J>a8Sl)i D. 0OU6LA3 PWCE (^^t^); JOHt^ CLAPK£ WOLMAM (52,76©), MABVIW ft. fiTgftN (20,640); MlCHA£i- ft. SLOSaSKY <26,<21)* r JON/O-HAN 
t- (28, sfl); STANFORD W. 6ERMAM (17,909); IRWIN M. A!$ENB£RG (IdW^ W1LU1AM E. PLAYHR (31,409) 



SEND CORRCSf»OND£NCE TO: 



JACOBSQtt, PRICE, HOLMAK & STERN 

PROFESSIONAL LIMITED LIABILITY CQMMNY 

400 S*v*nlh Slt^eh M.W. 
Washington, fj.C. 20Q04 



UiRECT TELEPHONE CALLS TO: , rt _ . . 

JACO&SOH, PRICE, HOLWAN & STERN 

PROFEfiSIOMAL LIMtTEO LIABILITY COMVANV 



*lnv©fttor{s) name must! rncfude st loa$i one u«ibbf ^viatsd first or middle n»me. 





RJLL NAME* 1 1 FAMILY NAME 
OP INVENTOR 1 1 <5.r.HTTTZ 


61VEN NAME [ MI00(,£NAM£ 


1 "T 


1 CfTV 






f*OST OFFICE 
ADDRESS 


f POST OFFICE AODRES& 


CITY * * 


STATE OR COUNTRY 


ZIP CODE 


2 


FUU- NAM^* 
Of INVeNUlR 


FAMILY NAME 


GfVEN MAME 




MIDDLE NAf/E 




ftESIPENCE & 


crrv 


STATE OR FOflBGW COUNTRY 


COU^ftY OF CIT(2£NSMIP 


post office 
aoohess 


POST OFFICE ADDRESS 


CITY 


STATE OR COUNTRY 


fflPOODE 


o 
o 


FULL NAME 4 
OP INVENTOft 


FAMILY NAM6 


GIVEN NAME 


Mt&OLE NAME 
— — — — — 


RESIDE WCE it 


jciTY 

* 


STATE OR PO*eiQN COUNTRY 


COUNTRY OP CIT12ENSHIP 


POST OFFICE 
ADDRESS 


IPOST OFRCS ADOFJESS 


crrv 


STATE OR COUNTRY 


21P CODE 



I further dwltth) in«t all stfitiffflentt mada rtttram ot my Own krttiwi»rfge are tma #nd tr»t «« »tateme*its macte to fntetmotiort arxj ^wt ^^Msfl to b& \ru*) tons feirthit* 

ftuido IhB KflOUrtftdtoA t,^ fc»«? TtoterKMrt* iho liWo <m f*»P*» *o» p^ftla»***i« By flr*> « i^^.^nrn-rn- j?r oom. U0C6f »*oUor> 1001 0* Trtttf 10 Oi lha UNrtt<f Sfi»t*5 COOO,' «r»d tftfitt ffMfi 

wiC/M iitf!*?_ai$**nu«rtT* m^yjivoftfnrtiizo mo WMiatiy ui npofiCOTon cf arty p^uml ac*w>g thnriwn. 




Law offices of 

JACOBSON, PRICE, HOLfvlAN & STERN, PLLC 

THE JENIFER BUILDING 
400 SEVENTH STREET, N.W. 
WASHINGTON, D.C. 20004 

Attn/* DocKet No* _ 



P63O73US0 



SMALL ENTITY DECLARATION 

(3TTCFR 1S{c-f)| 



Each undefined declares that: 

£1) the application attached hereto. 
(2) Q|U£. Application Serial No. _ 



□U.S. Patent No. 



issued. 



......-'*» benefit* of "small ontrty" status for paying redwed fees under 35 USC 41 (a) and (b) to the Patent and Trademartc Office by 

virtue of the following: 

' ^- HSt« r ? , S^ nB(:l ^ 9C ' afe5 that he/she qualifies aa in independent inventor, or woukt qualify had he/she made the invention, as 

affined in 3 r CrR 1 .9(c). 

(5) EB The underopned declares that he/she is an pfficial empowered to act oh bahalf of the concern identified below; that this concern 
qualifies as i small business concern as defined In 37 CFR 1 .9(d); that exclusive rights to the invention have t»en convived to and remain 
with the em< II business, concern, or if the rights are not ewiualve, that a* other rights belong to small entities as defined In 37 CFR 1 .9. 

(S) □[ The undersign** declares that he/she Is ah official empowered to act on behalf of the organization identified bebw; that this 
organization qitthnes as e nonprofit organization as defined tn 

(a) DCTCFRLBCttXI) 

(b) a 37 CFR 1.9(e)(2) 

(c) □ 37 CFR 1 .9(e)(3) 

(d) a 37 CFR 1 .9(e)(4) State tew of ■ • 
that e> elusive rights to the invention have been conveyed to and remain with the oraifttaation, or if the rights are jftot exclusive, that all 
other rjghte belong tn organizations as defined in 37 CM 1 .9. 

(7) Eabftj pefscrt, concern or organization to wh«h l/we have assigned, granted, conveyed or licensed, or am under an obligation under 

contract or lfcw to assign, grant, convey, or license any rights in the invention » listed baiow: 

(a) jO no such person, concern or orp^mzatton. 

(b) J St persons, concerns or organizations listed below 

[a £66! rate dechraton is required from named person, concern or organization having rights to this invention averring to their status 
as art $ff entitles, j 



Full Name 



Addfess. 



Afcasijo 956 , Buenos Airee 5 ftspublic of Argentina 



PRIGOKIFICO SAN CASLOS SOCIEDAD ANONESA. 



O In dividual 



H Small Business Concern 



□ Nonprofit Organization 



i^?* ] ?!?!!!?^^!L^ t£i irithis a PPMon or patent, notification of any ohahfie in status resulting in loss Of entitlement of small 
enjty prior to paytnp;, <jr at tft* ams -of para, the earliest of the tasue tee or any maintenance fea due after the date on which status as a small 
entity is no h inger appropriate, (37 CFR 1 .28(b)) 

w J ™ *K [SSCS^S^i? A Tf?I hef * n J5 f nis/her k3rw i^doe are true and that all statements made on Infarmafon and 

t fiJS^J iSSSL 1 ?? ^l^^^li^TS^J'iSJ? ^ <*« kTK>wiedo<J that Wllllut false statements SO made are 

K^£££S 12^^222^^' °« r ^ wder Jteetion 1001 of Tttte 16 of the United States Code arid that such willful false statements 
may jeopardpe Uw validity of the application, any patent Issued thereon, or any patent to which this declaration is directed, 



Typ^d Name of Inventor 



signature 



Date 



Typ^d Name of Inventor 



Signature 



Date 



Typjfd Name uf Inventor 
Name of inventor 



signature 



Date 



Signature 

W J FRIGO&IFICO SAN CA3LOS SOCIEDAD 
Narr e of Small Business Concern or Nan 



Carlos Aznar 



Name 




Tfflejof Signatory 

OJPH4S 1969ljl/?7 <C4fyu*| without deletions pormrttWJ) 



